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[57] - ABSTRACT 

Method and apparatus for stud welding which includes 

[is] 3,706,870 
[451 Dec.l9,1972 

an electrically conductive metallic stud having a head 
at one end thereof and a stud tip of reduced diameter 
at the other end. The stud is positioned against a 
metallic object to which the stud is to be welded by 
contacting the tip of reduced cross section directly 
against the metallic object. A circular ceramic arc 
shield surrounds the tip of the stud. Immediately 
above the arc shield, the stud shank is provided with a 
peripheral groove and a fusible retaining ring is 
mounted on the stud with a plurality of inwardly 
directed ?ngers on the retaining ring being received in 
the groove. A stud gun is placed against the head of 
the stud and a manual force is applied in the direction 
of the metallic object, and, simultaneously, a current 
of predetermined duration is passed through the stud 
and into the metallic object. The stud tip, because of 
its relatively small cross section, bums away and starts 
an arc. The stud itself does not move at this time 

‘ because the retaining ring, resting against the arc 
, shield, prevents movement of the stud towards the 
metallic object. However, as the current continues for 
a brief period of time and the heat increases, the ?n 
gers of the retaining ring will burn away and melt thus 
allowing the stud to plunge into the molten metal 
formed by the are. 

5 Claims, 5 Drawing Figures 
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METHOD AND APPARATUS FOR STUD WELDING 
The present invention relates to an improved method 

and apparatus for stud welding. More particularly, the 
present method. and apparatus for stud welding in 
volves the continuous application of a unidirectional 
force against the stud during the welding operation. 
The methods and apparatus heretofore employed for 

stud welding are well known. Generally speaking, the 
prior art teaches the desirability of retracting the stud 
slightly away from the surface of the metallic object to 
which the studis to be welded, so as to initiate an arc; 
thereafter, the stud can be forced into the molten metal 
created by the arc. However, the quality of the weld is 
generally dependent upon the strength and duration of 
the are created which, in turn, involves the distance 
through which the stud is retracted and the time in 
‘volved' in its return. 

The present inventioninvolves a method and ap 
paratus which eliminates the necessity of retracting the 
stud before initiating the welding operation. By using a 
stud which has a stud tip of relatively small cross sec 
tional area and by retaining the stud in a predetermined 
position for a predetermined period of time, a 
unidirectional force can be exerted against the stud and 
uniform welding results can be achieved. The stud tip 
of reduced cross sectional area is supported in a posi 
tion where the tip is in contact with the metallic object 
to which the stud is to be welded. A ring-shaped arc 
shield surrounds the tip of the stud and bears against 
the metallic object. A fusible retaining ring bears 
against the opposite surface of the arc shield. The fusi 
ble retaining ring is provided with a plurality of radially 
inwardly directed fingers which are received in a suita 
ble groove in the stud. The opposite end of the stud 
from the stud tip is provided with a head which is en 
gagable by a stud gun or by an adapter which, in turn, is 
engageable by the stud gun. A force is directed through 
the stud gun and through the stud towards the metallic 
object and simultaneously the current of predeter 
mined duration is caused to pass through the stud and 
into the metallic object. ' 
The current causes the tip to burn away and thus 

start an arc. The are does two things: First of all, it 
creates a pool of molten metal in the'region of the tip 
and, secondly, it burns away the ?ngers on the retaining 
ring. Since the force of the stud gun against the stud 
and towards the metallic object is maintained through 
the entire welding operation, as soon as the fingers of 
the retaining ring burn away, the stud will plunge into 
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the molten metal formed by the arc. The welding ' 
operation is now completed. HOwever, since the head 
on the stud is actually a threaded nut received on the 
threaded end of the stud, the nut can be tightened, if 
desired, by rotating the stud gun, or, preferably, by. 
rotating the adapter. 

. Therefore, it isv a principal object of the present in 
vention to provide an improved method and apparatus 
for stud welding. _ i 

. ,It is a further object of the present invention to pro 
vide an improved method and apparatus’for stud weld 
ing which involves the application of a unidirectional 
force through the stud and towards the metallic object 
to which the stud is to be welded during the entire 
welding operation. ' I ‘ 

It is a further object of the present inventioh to, pro 
vide a method and apparatus for stud welding wherein 
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the portion of the stud which contacts the metallic ob 
ject is of reduced cross sectional area. - 

It is a still further object of the present invention to 
provide a method and apparatus for stud welding as set 
forth herein wherein the stud end or stud tip of reduced 
cross sectional area is surrounded by an annular arc 
shield. _ _ 

It is a further object of the present invention to pro 
vide a method and apparatus for stud welding as dis 
closed herein which‘ includes , a fusible retaining 
member which has a portion resting against the arc 
shield and which has another portion received within a 
peripheral groove in the stud. 

It is yet another object of the present invention to 
provide a method and apparatus for stud welding as set 
forth herein wherein the continued application of a 
unidirectional force, considered in light of a current of 
predetermined duration, will cause the formation of a 
body of molten metal in the area of the tip and which 
will also cause the portion of the retaining member en 
gaging the stud to melt away thereby allowing the stud 
to plunge into the molten metal. 
Other and further objects and advantageous features 

of the present invention will hereinafter more fully ap 
pear in connection with a detailed description of the 
drawings in which: 

FIG. 1 is a semi-diagrammatic illustration of an ap 
paratus for attaching a non-metallic object to a metallic 
object using the stud welding method and apparatus of 
the present invention; 

FIG. 2 is an enlarged and fragmentary detail view 
with certain parts in cross-section, of the stud, nut and 
associated structure; 

FIG. 3 is a plan view, on a slightly larger scale, of the 
retaining ring shown in FIG. 2', 

FIG. 4 is a view similar to the lower portion of FIG. 2 
showing the relationship of the various parts following 
the welding operation; and 

FIG. 5 is a cross sectional view, on a slightly larger 
scale, of the lower end of an adapter for the welding 
gun. . 

Referring to the drawingsin detail, FIG. 1 shows a 
method and apparatus for attaching a block of insula 
tion 10 to a furnace wall 12 by means of the metallic 
stud l4 and the welding gun 16. The details of the insu 
lation block 10 are not important as far as the present 
invention is concerned, except insofar as to illustrate 
the operation of the present invention in terms of a 
“blind” fastening. The lower portion of the insulating 
block 10 is composed of a substantially rectangular 
‘piece of mineral block 18 and a plurality of vertically 
arranged strips 20 of ceramic fiber blanketwhich are 
connected to each other and to the mineral block 18 in 
any convenient manner. 
The stud 14 having a cylindrical shank 22 has previ 

ously been positioned within a suitable opening 24 in 
the mineral block 18. A threaded nut 26 is received on 
the upper threaded end of the stud and a washer 28 
having a suitable hole therein is received on the shank 

' 22 between the nut 26 and the upper surface of the 

65 

mineral block '18. The lower end of the opening 24 
merges with an enlarged opening 30 to receive an an 
nular ceramic arc shield 32 and a retaining ring 34. 
As best shown in FIG. 2, the lower end of the shank 

22 is provided with a stud tip 36 of relatively smaller 
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cross sectional area. The ring retainer 34 is retained in 
a groove 38 in the stud by means of a plurality of in 
wardly directed radial ?ngers 40 which‘ project into the 
recess to ‘hold the ring in position. The arc shield 32 is 
secured tothe ring 34 by cement or in any other suita 
ble manner. ' ~ 

When it is desired to weld the insulation block 10 to 
the furnace wall 12, a welding gun 16 is employed in 
such a manner'that the barrel portion 42 is inserted 
between the central adjacent stripsr20- until the lower 
adapter ‘end 42’ of‘the barrel 42/engages the nut 26 as 
best shown in FIG. 1. Although the latter ?gure would 
suggest that the adapter end 42' is integral with the 
upper barrel portion 42, it has been found in-actual 
practice that it ispreferable to have the adapterportion 
42’ separate from the barrel 42 in which case a conven 
tional welding gun 16 can be employed without requir 

l0 

ing any modi?cation of the gun itself. Preferably, the ’ 
adapter 42' would project upwardly above the strips 20 
so that, after the welding operation, the gun 16 can be 
removed and a projecting portion of this adapter 42' 
can be engaged by a wrench or the like for tightening 
the nut 46 as will hereinafter appear. -' 
A downward force is exerted on the handle portion 

of the gun 16 so that the stud is urged in a direction 
towards the furnace wall 12 with the stud tip 36 being 
substantially in engagement with the surface of the wall 
12. While this manual force continues to be exerted 
unidirectionally, the gun is triggered and an electrical 
current passes through the stud 22 and into the ‘furnace 
wall ‘12. The tip 36, because of its relatively small cross 
sectional area,.burns away and thus starts an arc. The 
stud 22 does not itself move at first because it is sup 
ported by the self-locking ring retainer 34 which'is 
retained in. the groove 38 as indicated heretofore. How 
ever, as the welding operation continues for a predeter 
mined period of time (which can be accomplished au 
tomatically or by release of the trigger) the intense'heat 
of the arc melts away or softens the ?ngers 40, thus al 
lowingjthe stud 22 to plunge into the molten metal 
formed by the are as best shown in FIG. 4. At this point, 
the weld is'c‘ompleted and the gun can be withdrawn. It 
‘should be mentioned, however, that the ring retainer 
‘ 34 and the fingers 40 thereon are carefully sized so that 
the, fingers will melt, burn away or soften in approxi 
mately two-tenths of a second. The term “melt” as em 
ployed herein in relation to the retaining ring should be 
construed as covering the burning away of the fingers 
or merely the ‘softening thereof to destroy the support 
ing'or retaining function of the ring. 

After the gun 16 as been disengaged from the 
adapter 42’, it may be desirable to tighten the nut 26 on 
the stud 22. This can be accomplished by merely rotat 
ing the adapter 42’ about its vertical axis. For this pur 
pose, it should be noted that the lower end of the 
adapter 42' is provided with a hexagonal opening 44 
corresponding'to the size of the nut 40 and a second 
vertically extending opening 46 ,of sufficient depth to 
accommodate for the upper end of the bolt 22 after the 
nut is tightened thereon. Thereafter, the adapter 42' is 
withdrawn, and the resiliency of the ceramic ?ber strips 
v20 will permit them to return to their original position, 
thus covering and concealing the location of the stud... 
ln the event that the adapter portion 42' is made in 

j tegral with the barrel 42 (which would involve modify 
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4 
ing'the ‘gun 16 itself), then the nut 26 is tightened on 
the stud 22 prior to the withdrawal of the gun 16 by‘ 
merely rotating the gun 16 about the vertical axis of the 
barrel 42. _ ' 7 

Whereas the present invention has been described in 
terms of attachmentby stud welding of a non-metallic 
object, namely, the insulation block, to a metallic ob 
ject, obviously the .present invention could be em» 
ployed‘ for the‘ attachment of .a metallic object to a 
metallic object. However, the stud would have to be in 
sulated from the object through which the‘ stud passes 
by a coating of paint, Te?on, etc. on either or between 
both. Also, the stud could be attached directly to a 
metallic object for the later attachment of a metallic or 
non-metallic object to the stud. Furthermore, although 
the retaining ring 34 has been described in terms of a 
metallic element, this could be made of a non-metallic 
substance, such as plastic, provided, however, that the 
ring retainer would be capable of fusing away or soften 
ing within the desired period of time. Although the 
speci?c description above refers to a time of approxi 
mately two-tenths of a second, obviously, this time will 
vary depending upon the size of the stud, the amount of 
current, etc.’For example, if ‘the welding current were 
increased, the time for welding should decrease and 
this should be ‘taken into consideration in determining 
the size and thickness of the retaining ring and the ?n 
gers thereon. In this regard, the'ring' retainer could ac 
tually be described as a “timer.” I 
No special circuitry has been shown for the welding 

gun 16 because any conventional power supply could 
be employed for providing a current of the required 
strength and duration. For example, any desired adjust 
ment could be provided by varying the amperage 
setting on the control. If desired, the trigger couldbe 
the means solely for initiating the current ‘pulse after 
which some timing device (not shown) in the circuit 
could be used to cut off the current. lf'the, operator 
were suf?ciently skilled, the automatic‘ timing circuit 
could be eliminated with the end of the currentpulse 
being determined by the release of the trigger. I 
Whereas the presentinvention has been described in 

particular relationvto the drawings attached hereto, ‘it 
should be? understood that other and further modi?ca 
tions, apart from those shown or suggested herein, may 

‘ be made within the spirit and scope of this invention. 
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What is claimed is: _ 
l. A method of welding an electrically conductive 

stud to an electrically conductive metallic object which 
comprises reducing the cross sectional area of the stud 
tip in the region designed to contact the metallic ob 
ject, locking the stud in position against the metallic 
object by means of a fusible retaining means, support 
ing said fusible retaining means in spaced relation with 
respect to said metallic object by a non-fusible arc 
shield, engaging the other end of said stud opposite 
from said tip with a stud gun, simultaneously applying a 
manual force against said stud in the direction of said 
metallic objectand directing a current of predeter 
mined duration through said stud and into said metallic 
object, the current causing the tip to burn away and 
start an are thereby creating an intense heat in the re 
gion of said are, the heat of said are melting said fusible 
retaining means and creating molten metal in the re@ 
gion of said arc, continuing the application of manual 
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force in the direction of said metallic object to force 
said stud beyond the in?uence of said retaining means 
and forcing the stud into said molten metal. 

2. The method of welding as set forth in claim 1 in 
cluding the step of shielding said are in the region of the 
tip of said stud. 

3. Apparatus for welding a metallic stud to a metallic 
object comprising a stud having a head at one end 
thereof, a stud tip of reduced cross sectional area at the 
opposite end of said stud and adapted to bear against 
said metallic object, a fusible retaining member 
adapted to engage said stud adjacent said stud tip so as 
to hold said stud in a relatively fixed position with 
respect to said metallic object, non-fusible arc-shield 
means supporting said fusible retaining member in 
spaced relation with respect‘ to said metallic object, 
means for simultaneously applying a manual force 

said stud in the direction of said metallic object and 
directing a currentof predetermined duration through 
said stud and into said metallic object so as to melt said 
stud tip and the portion of said retaining means which 
holds said stud in said fixed position, whereby the con 
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6 
tinued application of force from said force applying 
means forces said stud beyond the in?uence of said 
retaining means and into the molten metal created by 
the melting of said tip. ' 

4. Welding apparatus as set forth in claim 3 wherein 
said stud is provided with a circumferential groove 

and said retaining means is provided with a plurality of 
radially inwardly directed ?ngers received in said 
groove and wherein said means for supporting said 

retaining member is a ring-shaped arc shield 
surrounding said tip and connected to said retaining 

. means. 

5. Welding apparatus as set forth in claim 3 wherein 
said head on said stud is a threaded nut threadedly en 
gaging said stud and wherein said force applying means 
is a stud gun having an adapter with a suitably shaped 
recess therein to receive said nut and the adjacent end 
of said stud whereby, when said welding operation is 
completed, said adapter may be rotated so as to rotate 
said nut on said stud.‘ 

* * * * * 
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